F 


• il 
.. ' 
., 


".-.--" 
-j 
,~ 
-". 
, r. >OJ 
,<-.< 
r 
Dart Aer,?space Ltd . 


Form: rprocess- 
. 


Process Sheet 


Thursday, 7/20/20061:14:01 PM 


Linda Lacelle 


Page 1 
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• 
Date: 
User: 


••... 
\ 
/ 
C~storiler 
: CU-DAR001 Dart Helicopters Services 
Drawing Name 
: SKID TUBE ASSEMBLY 


'Job Number 
: 28005A 
- 


Estimate Number 
: 10023 


P.i:>.Number 
:t1t~ 
Part Number 
: 0205634041 


"This Issue 
: 7/20/2006 
5.0. No. 
:~ 
Drawing Number 
: D2580 REVC 


'Prsht Rev. 
: NC 
Project 
Number 
: N/A 


First Issue 
: 7/20/2006 
Type 
: LANDING GEAR 
Drawing Revision 
'C 


Previous Run 
: 28004A: 
'. 
~ 
Material 
;~n\ 


Written By 
Due Date 
: 8/20/2006 
Qty: 
1 
Um: 
Each 


Checked & Approved By 
: 
;tfJ" 010.01.'2-1 
Comment 
: Est Rei: 
02,08.28 
FP was QC5 in Step 27; Added QC5 to Step 


30 KJ 


Est Rev. 0 
06.02.28 
Added paperwork 
EC 


Additional Product 


Job Number: 


1I11111111111111111111111111111111111111 


Seq.#: 
Machine Or Operation: 
Description : 


1.0 
D25001190 
Ext'n-'1' BeamTube 4" 


1111111111111111111111111 
1I1111111111111 


Comment: Qty.: 
1.0400 Each(s)/Unit 
Total: 
1.0400 Each(s) 


Pick: 


Qty Part Number 
Description 
Batch 


1 
D2500-1-190 
Skid Tube 
Extrusion 
t6 ~l.(~9 
X--r 
O~ - D&-l <C\ 


2.0 
DC 
DOCUMENTCONTROL 


1111111111111111111111111 
11111I1111111111111111111 
X 


Comment: DOCUMENT 
CONTROL 
~~ 
~ 
01-.8--P 
Photocopy 
D205-634 
bluefile & type labels per PPP D205-634 
CHG001 


3.0 
D2596 
205 Web 


1111111111111111111111111 
111111111111111 
, 
Comment: Qty.: 
1.0000 Each(s)/Unit 
Total: 
1.0000 Each(s) 
- .' 
, 


Pick: 
- 
Qty 
Part Number 
Description 
Batch 
1.rT 
Be 
(Y{S 
)...:;- 
1 
D2596 
205 Web 
g.;leO'fJ- 


'\ 
4.0 
LANDINGGEAR 1 
LANDINGGEARRESOURCE1 


1111111111111111111111111 
1111111111111111111111111 


, 


Comment: LANDING 
GEAR RESOURCE 
1 


I 


1- Inspect mat'l 
D2500-1-190 
for damage 
:C, 
6b-C8-f7 


2-Cut D2500-1-190 
per Dwg D2580 if necessaryDeburr 
ends 'J'-, 0'- - 05- (<\ 


- 
~ 
3-Drill pilot holes using drill jig DT 8149 
~ 
D"''''''' o~ - () 


4-Acid etch and Alodine tube per QSI 0054.1 Z"oc....-o8 - [7- 


DATE 
STEP 


.... 
• 


WORK ORDER CH NGES 


PROCEDURE 
CHANGE 
By 
Date 
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Approval 
Mfg I Design 
M r 
Approval 
QC Inspector 


NCR: 
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RMANCE (NCR) 
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Design Mgr 


Corrective 
Action 
Section 8 
Action Descri 
tion 
Design Mgr 
Sign & 
Date 


Verification 
Approval 
Approval 
Section 
C 
Design Mgr 
QC Inspector 


Part No: 
_ 


NOTE: Date & initial all entries •. 
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Fault Category: 
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No 
DQA: 
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QA: N/C Closed: 
__ 


Date: 
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'_< 
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Job Number: 
28005A 
Part Number: 0205634041 


Job Number: 


1111111111111111111111111111111111111111 


Seq. #: 
Machine Or Operation: 
Description: 


I111111I1I1II111111111111 


LANDING GEAR RESOURCE 1 


2-Cut tubes as per Dwg. 02580 


LANDING GEAR 1 


II111I11I1111111111111111 


Comment: BENDING MACHINE 


1-Bend as per program D2580.C on CNC Bender and Folio FT009 


Comment: LANDING GEAR RESOURCE 
1 


5-0pen 
holes to 0.500" as per Dwg D2580without 
cutting fluid fJ!V'(Oll-eJ f"" /7@ 


6-Countersink 
holes as per Dwg D2580without 
cutting fluid 
~ 
((JCt ~Or... 
1-0 


7-Deburr and bl~W out all chips from inside of tube f~(0it. - oy~1-& 


8-Bond web in place per QSI 015. Allow 12 Hrs. cure time before cutting 


Pick: 


Qty 
Part Number 
Description 
Batch 


AIR 
Sikaflex-291 
\fI\ \."" ~J"' 
en 
).. <' 
Sikaflex expire date: Or c> ;)..- c, 
,~(fa 
-() 0 - 
., 


Start Time: 1'. ?O c.....-. 


Fin Time:j: 
00 e-"' oc,. o"b ~~ 


5.0 
BENDING 
BENDING MACHINE 


I111I11111111111111111111 


6.0 


.' 


1-Deburr ends after cutting. Remove alodine from around holes 


7.0 
QC5 
INSPECT WORK TO CURRENT STEP 


111111111111111111111 
111I 


Comment: 
INSPECT WORK TO CURRENT STEP 


.~ 
D25761 111111 1111 111111 1111 1111 


Step (Machining 
Detail) 


111111111111111111111 
I111 
(\.<r~ 


111111'11111111 
Comment: Qty.: 


Pick: 


Qty 


1 


1.0000 Each(s)/Unit 
Total: 
1.0000 Each(s) 


Part Number 
Descripti(9) 
J ~t~. 
/"'l 
02576-3 
Step, 
~ 
~(V 
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Approval 
DATE 
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PROCEDURE 
CHANG:Ei-:", 
By 
Date 
Qty 
Mfg I Design 


•.;yi? 
.?"~~$~:. 
MQr 
QC Inspector 


" 
; .'c'/' 


I 
.\ 
-"..; 
~ 
\ 
/: '''~;'~ 
! 
, 
'\ 
" 
" 
,-.... 
' 
..,.~ 


" 
- ~ 
" 
- 
to" t..'~'~'-! 
.- 


~'.- 
t/~ 
, 
'. 
_ ....•..... 
"\'- 
, 
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. 
,.; 
r, , 
- 
'-' '-.I 
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- 
,- 
:/ 
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NCR: 
WORK ORDER~NON-CONF( RMANCE (NCR)~ 
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-- 
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Corrective 
Action 
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B 
Verification 
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DATE 
STEP 
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~, 
" 
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or 
_~ 
" 
-,' 
'('~t\.~~ 
.~ ;~\ 
-~?:''*~i!-~ 
.<.' 
" 
-- 
1- 
. 
"~ 
u 
I 
, 
j,:" 
~-"h 
~ 
) ., 
j 
•. 
j ••.... 
. 
.~< .. 
~ 
• 
,. 


I 
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';-,'. 
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'. 
-.' 
j 
~.:-. 
-~,,-~ 


~' 
/' 
Part No: 
PAR #: 
Fault Catego,ry: 
NCR: 
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No 
DQA: 
! 
~~ 
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Date: 
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, 
,.; 
, 
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.Date: 
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Date: 
" Thursday, 7/20/2006 1:14:01 PM 
User: 
\ 
Linda Lacelle 


Customer: 
CU-DAR001 Dart Helicopters Services 


'1'1' 
• 
/ .•~I~ 
,l 
y ~" 
Job Number: 
28005A,," 
'l 
'. 
,lio 
'., 
, 


• 
.Job N~mbr:-,:._,"~,;': 
~~ 
':':llllill 
11111111111111111111 1111111111111 


Process Sheet 


'" 
Drawing Name: SKID TUBE ASSEMBLY 
~t. 
r~ 
' 
Jo f'l , .•.. 
". 


. 
,!~ 
',' 0"/':4;"'" 
\ . 
. 
'Part Nil~bettD205634041 
, 
.-.~. 
:~ 


Seq. #: 


9,0 


, 
',~ 
I 
-.•; 
• Machine .9r.Operation: 


D25';:1111111111111111111111111 


Des~ription : 


Crossboll Spacer 


111111111111111 


Comment: qty.: 
20.0000 Each(s)/Unit 
Total: 
20,0000 Each(s) 


.,: 
0 P!~~: 


i .,Slty 
Part Number 
Description ,~atch'"l 
I 
1-:2- 
.20", 
02579 
Spacers 
rfSJ., r,( 7/~ 1 


10,0 
LARGE FAB 1 
LARGE FABRICATION 
RESOURCE 
1 


111111111111111111111111111111 
1111111111111111111111111 


Comment: LARGE FABRICATION 
RESOURCE 1 


1cPreparelu,ge for welding 02576-3 StepRemove alodine as required. c;l./~"tJ6. (Jr;;- 05" 
"~'~I~. 
,. 
. 
. 
",I'l~~; 
r 


'." 
>. 
- 
- 
~, 


2-Weld step 02576 as per Dwg. 02580 andJJI 
~4 
...•' 
f:).r, 
/ 
AIR ' 
Aluminum Rod, 
.In ~:550'1..:. 
0 C(! ~09 -tL5~ 


3-Weld crossbolt spacers 02579 as per Dwg. 02580 and OSI 004. For 02579 
spacers, weld one 


side, pass 3/8" drill, weld other side, pass 3/8."dr~11' r 
/il /', ';,' . 
9.. 
-:0' 
AIR 
Aluminum Rod 
tyJ /0/ (a D 
~' 
\ '()& ,0 
-({)5 


'4.Grind welds as per Dwg 02580 Grind flush ridge made from bending fJl/"n 
< 0 t.e ~I( ....-&0'..'.'".'., 


5-Drill holes for wearplates using DT 82170pen 
holes to 19/64", adjust stopper not to hit webDeburr Pt'V\ <:O'lt.'~V'{~~r/)~ 
': 


6-Counterbore 
cross bolt spacers to 7/16" 10 x 1.0" deep as per Dwg 02580. Deburr holes p ~ 
(0(.. ~II-~oiff.~):;;~';:~:'~:;"I'f, 


7-Drill pilot holes for aft cap using DT 82150pen 
holes to #6 Drill bit. Deburr 
~ 
\ dU ~( 1- r~0 '~~ 
," 
,. 
I ' 


'-..\ 


..,.... 


nG 
1/ 


;.- 
.~.- 
L 
M tJJ~/I~'I~" 


1111111111111111111111111 


111111111111111111111111111111 


WELD INSPECTION 


8-Drill pilot holes for Tow ring using DT8091, open to .640"and Deburr 


QC5/9 


111111111111111111111111111111. 


Comment: WELD INSPECTION 


Inspect weld and Counterbore work to Step 20 
I 


HAND FINISHING1 
HAND FINISHING 
RESOURCE 
#1 


1111111111111111111111 
11III11I 


Comment: HAND FINISHING RESOURCE #1 • 
\'\""' 


Powder Coat White (Ref: 4.3.5.2) a~ per osi 005 4.3 


12.0 


,- 
"~"\ 
11.0 


~;' ,'-~< 


.... 
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Mfg I Design 
pprova 
Mor 
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NCR: 
WORK ORDER NON-CONF(IRMANCE 
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i 


DATE 
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Description of NC 
Section A 
Initial 
Design Mgr 


Corrective 
Action 
Section B 


Action Descri 
tion 
Design Mgr 
Sign & 
Date 


Verification 
Approval 
Approval 
Section 
C 
Design Mgr 
QC Inspector 
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~.- 
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PAR#: 
Fault Category: 
NCR: 
Yes 
No 
DQA: 


QA: N/C Closed: 


Date: 


Date: 


r 
Dat'e: 
" Thursday, 7/20/2006 1:14:01 PM 
User: 
, 
Linda Lacelle 
Process Sheet 
, ' 
Customer: 
CU-DAR001 Dart Helicopters Services 
Drawing Name:SKID TUBE ASSEMBLY 


. 
job Number: 
28005A 
Part Number: 0205634041 


Job Number: 


1111111111111111111111111111111111111111 
. 


Seq. #: 
Machine Or Operation: 
Description: 


13.0 
QC3 
INSPECTPOWDERCOAT/CHEMICALCONVERSION 


111111111111111111111111111111 
1I11111I1I111111111111111 


Comment: INSPECT 
POWDER 
COAT/CHEMICAL 
CONVERSION 
(~.t'Vl 
/J(" Iii 
/I~ 
II) 


14.0 
D25771 
WearplateFwd 
I 
( 
~ 


111111111111111111111111111111 
111111111111111 


Comment: Qty.: 
1.0000 Each(s)/Unit 
Total: 
1.0000 Each(s) 


Pick: 


Qty 
Part Number 
Description 
Batch~d 
~ 3 SO 
1 
D2577-1 
Wearplate 
- 
15.0 
D25773 
Wearplate Aft 


/11111111111111111111111111111 
111111111111111 


Comment: Qty.: 
1.0000 Each(s)/Unit 
Total: 
1.0000 Each(s) 


Pick: 


Qty 
Part Number 
Description 
Batch 
~ 


1 
D2577-3 
Wearplate 
Bd~cJt 
' 
•.... 


( 


16.0 
D25775 
Wearplate,Centre 


/11111111111111111111111111111 
J 11111111111111 


Comment: Qty.: 
1.0000 Each(s)/Unit 
Total: 
1.0000 Each(s) 


Pick: 


Qty 
Part Number 
Description 
BatcE, d~179 
1 
D2577-5 
Wearplate 


17.0 
AlS71032130 
Insert 


111111111111111111111111111111 
111111111111111 


Comment: Qty.: 
44.0000 
Each(s)/Unit 
Total: 
44.0000 
Each(s) 


Pick: 


Qty 
Part Number 
Description 
Batch 


44 
AlS7 -1032-130 
Inserts 
m [{'flO 


18.0 
AN960JD10l 
Washer 


/11111111111111111111111111111 
111111111111111 


Comment: Qty.: 
44.0000 
Each(s)/Unit 
Total: 
44.0000 
Each(s) 


Pick: 


Qty 
Part Number 
Description 
Batc~DJ 


I"> 
I t1A 
rJ-1o II f /1 fo 
~ 
44 
AN960JD10l 
Washer 
Mit 
3J 
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By 
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Mfg I Design 
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NCR: 
WORKORDERNON~ONF( 
aRMANCE (NCR) 
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Corrective Action 
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Verification 
Approval 
Approval 
DATE 
STEP 
Sign & 
Section A 
Initial 
Action Descri tion 
Section C 
Design 
Mgr 
QC Inspector 
Design Mgr 
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Date 


-. , 


I 
i 


I 


Part No: 
PAR#: 
Fault Category: 
NCR: 
Yes 
No 
DQA: 
Date: 


NOTE: Date & initial all entries 
QA: N/C Closed: 
Date: 
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Date: 
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User: 
, 
Linda Lacelle 
Process Sheet 
.. 
Customer: 
CU-DAR001 Dart Helicopters Services 
Drawing Name:SKID TUBE ASSEMBLY 


Job Number: 
28005A 
Part Number: 0205634041 


Job Number: 


1111111111111111111111 
111111111111111111 


Seq. #: 
Machine Or Operation: 
Description : 


19.0 
AN34A 
Bolt 


1111111111111111111111 
111II111 
1111111 1111I111 


Comment: Qty.: 
44.0000 Each(s)/Unit 
Total: 
44.0000 Each(s) 


Pick: 


Qty 
Part Number 
Description 
Batch 


44 
AN3-4A 
Bolt 
(l1/~ 301 


20.0 
025941 
Plug 


111111111111111111111111111111 
111111111111111 


Comment: Qty.: 
16.0000 Each(s)/Unit 
Total: 
16.0000 Each(s) 


Pick: 


Qty 
Part Number 
Description 
Batch 


16 
D2594-3 
O-RING 
.~gG4 
. 
g:;j/'og 


21.0 
025943 
O-Ring 


I111II111111111111111111111111 
, 
111111111111111 


Comment: Qty.: 
16.0000 Each(s)/Unit 
Total: 
16.0000 Each(s) 


Pick: 


Qty 
Part Number 
Description 
Batch 


16 
D2594~1 
Plug 
,BdCo2JCs> V 


22.0 
02855 
Cap 


111111111111111111111111111111 
111111'1111 
1111 
Comment: Qty.: 
1.0000 Each(s)/Unit 
Total: 
1.0000 Each(s) 


Cap 


Batch:_Q;, :J.~3.51 


23.0 
AN35A 
Bolt 


1111111111111111111111 
11II1111 
111111'11111111 
Comment: Qty.: 
2.0000 Each(s)/Unit 
Total: 
2.0000 Each(s) 


Bolt 


Batch: B I~O!S 


24.0 
AN960J010L 
Washer 


111111111111 
1I11 
11111111111111 
, 


111111/11111111 


Comment: Qty.: 
2.0000 Each(s)/Unit 
Total: 
2.0000 Each(s) 


Washer 
dG/;I Ill. 
Batch: Vl1/00~ 
(I_AI 
If) 
, 
('/ 
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PROCEDURE 
CHANGE 
By 
Qty 
Approval 
Approval 
DATE 
STEP 
Date 
Mfg I Design 
Mar 
QC Inspector 


NCR: 
WORKORDERNON~ONF( 
)RMANCE (NCR) 
, 


Description of NC 
Corrective 
Action 
Section 
B 
Verification 
Approval 
Approval 
DATE 
STEP 
Sign & 
Section 
A 
Initial 
Action Descri 
tion 
Section 
C 
. 
Design Mgr 
QC Inspector 
Design Mgr 
Design Mgr 
Date 


! 


I 


I 


I 


Yes ~ 
DQA~\ -')v 
11-+ 
Part No: 
PAR#: 
Fault Category: 
NCR: 
Date: (jl,c) /I 


NOTE: Date & initial all entries 
QA: N/C Closed: 
Date: 


H:\forms\Quality 
Assurance\approved 
forms\NCRWO 
riwC 
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- 
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• Date: 
•. Thursday, 7/20/20061:14:02 PM 


User: 
, 
Linda Lacelle 


• 
• 
Customer: 
CU-DAR001 Dart Helicopters Services 
Process Sheet 


Drawing Name: SKID TUBE ASSEMBLY 


Seq. #: 


25.0 


• 
job Number: 
28005A 


Job Number: 
1111II1111111111111111111111111111111111 


Machine Or Operation: 


HAND FINISHING1 


/11111111111111111111111111111 


Part Number: 0205634041 


Description: 


HAND FINISHING RESOURCE#1 


1I11I11111111111111111111 


Comment: HANO FINISHING RESOURCE #1 


1-lnstall inserts & wearplates 
as per Owg. 02580. Use a drop of Sikaflex on insert holes before installing 


wearplates 
MR 
SikafleX.2~ 
10;; c.. &, I> 


Sikaflex expire date: 
'.' 0/ 


2-Coat 02594-3 0' rings with Petroleum Jelly and install on 02594-1 
plugs as per Owg 02580 


3-lnspect for foreign object per QSI 024 


4-lnstall 2855 Aft Cap as per Owg 02580 and seal Fwd Step & Aft Cap with Sikaflex. 
Clean excess adhesive 


AIR 
Sikaflex-291 
~ 
10)(,.Co 0 


Sikaflex expire date: ~!62 
I 


111111111111111111111111111111 
1/11111111111111111111111 


Comment: Inspect Aft Cap, Fwd Step and Wing Walk of work to Current 
Step Inspect for Foreign objects per QSI 024 
()h 


27.0 
PACKAGING 1 
PACKAGINGRESOURCE#1 


111111111111111111111111111111 
1111111111111111111111111 


5-Wing Walk as per Owg 02580 and QSI 0054.4 
Batch: 
/OJ 


26.0 
QC5 
INSPECTWORK TO CURRENT STEP 


I, I;? 
fl o~,tffr 
111111111111111111111111111111111111111111111 


I11111111111111111111111111111 


Comment: OOCUMENTCONTROL 


Inspection Level 21 


Comment: PACKAGING 
RESOURCE #1 


Identify and pack for shipping as per PPP 0205-634-041 


Location: 
/) 
PPP Rev: 
IZ-- 


28.0 
DC 
DOCUMENTCaNT 
L 


Job Completion 
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of NC 
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Approval 
Approval 
DATE 
STEP 
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Section 
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! 
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PAR#: 
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NCR: 
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NOTE: Date & initial all entries 
QA: NIC Closed: 
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REV. C 


SHEET 1 OF 2 


SCALE 


NTS 


DART AEROSPACE 
LTD 
HAWKESBURY, 
ONTARIO, 
CANADA' 


2Q5SKIDTUBE 
ASSEMBLY 


NEW ISSUE 


AS MANUFACTURED 


REDRAWN. INCLUDED DEO 9094/9097 


96.09.16 


96.12.02 


98.08.26 


98.08.26 


A 


8 


C 


,', 
QTY 
Part Number 
Description 


X 
02580..0.41 
SKIDTUBE ASSEMBLY 


,Vii 
D25o.o.~1 
EXTRUSION 
1 
02596 
20.5WEB 
1 
02575 
AFT CAP 


1 
02576 •.•:$ 
STEP 
20. 
02579 
CROSS BOLT SPACER 


16 
02594.1 
pLU,G 


16 
02594.3 
O.RING 


1 
02577.1 
" 
WEARSHOE 
1 
D2577~3 
WEARSHOE 
1 
02577.5 
WEARSHOE 


44 
ALS7.1o.32~13o. 
INSERT 
or AKS7.1o.32-13o. 
or AKS4-1o.3~H3o. 
or AL84.1o.32.130 
46 
AN3':'4A 
BOLT 
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GENERAL NOTES: 


1) 
TOLERANCES ARE pEROART OSI,0.18UNLESS OTHERWISE NOTEO 
2) 
LENGTH OF 0250.0..1 EXTRUSION BEFORE BENDING= 190.INCHES " 
3) 
INSERT 02596 WEB TO LOCATION SHOWN OFF AFT END OF SKIDTUeE AND BOND 
WEB INTO OUTERTUBEWITH 
NON.STRUCTURAL SIKAFLEX-241 ADHESIVE PER 
DART OSI 0.15eEFORE BENDIN(3.E,..,SURE t'iOLES LINE-UP. 
, 
4) 
BEND AS ASMOOTH 
RADIUS STARTING WITH A MAXIMUMPENTERLINERADIUSOF 
60.AND ENDING WITH A MINIMUM RADIUSOF30.A 
MA)(tM(jMRI:DUCTION 
OF 0..20.0. 
IN DIAMETER IS ALLOWABLE IN THE BEt>JTpORTION,OFTHETUBE. 
5) 
USE DART DRILL TEMPLATE TD2577':'205TOI..QCATEANO;ORll;L 
00..297 HOLES FOR 
WEARSHOE INSERTS. INSTALL ALS7-1 032••13fJPERSECTIOND':'D(44PLACES) 
AFTER 
FINISH. INSTALL AN3.4ABOL TS AND AN9f30J[)1C1LWASHERSWITH SIKAFLEX-241. 
6) 
WELDING TO BE DONE PER DARTQSI 00.4. 
7) 
FINISH: 
ACID ETCH, ALODINE PERDARTQSlo.054.1 
PRIORTO INSERTING D2596 WEB 
POWDER COAT ASSEMBLY GLOSS WHITE (REF 4.3.5.1) PERDART 
Qst 00.54.3 
BLACK ANTI-SKID PAINT AS INDICATED PER DART QSI 0.0.54.4 
8)INSERTD2594.1 
PLUG CIW D2594.30-RINGINHOtES 
MARKED '1" (BOTH SIDES OF 
TUBE) AFTER FINISH (16 PLACES). 
SH.OP COPY 
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TEST RESULTS 


Visual 
Pass [~ail 
[ ] 
Penetration 
Pass [Y-Fail [ ] 


Crossbolt Spacer 
Pass [~Fail 
[ ] 


The above named individual is qualified in accordance with AWS D17.1.2001 to weld 
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• 
L Lacelle 


From: 
David Shepherd 
[dshepherd@dartaero.com] 


Sent: 
November 3,200612:16 
PM 


To: 
'Jason Murdoch' 


Cc: 
'L Lacelle' 


Subject: 
RE: 205-634-041 


My recommendation 
is as follows: 


828004 = acceptable 
as is 
828005 = cut to 11.0" height min 
828009 = acceptable 
as is 
828010 = acceptable 
as is 
827999 = scrap 


David 


From: 
Jason Murdoch [mailto:jmurdoch@dartaero.com] 
sent: Thursday, 
November 02, 2006 4:21 AM 
To: 'David Shepherd' 
Subject: FW: 205-634-041 


jmurdoch@dartaero.com 
Q.C. COORDINATOR 


From: 
Jason Murdoch [mailto:jmurdoch@dartaero.com] 
sent: Wednesday, 
November 01,20061:48 
PM 
To: 'davids@dartaero.com' 
Cc: 'L Lacelle' 
Subject: 205-634-041 


Hi. Remember the 4 x D205 skids that the bend was too long in the front, and 1 was 1.5" over 
bent? Well we cut the tubes down to get the fwd dimension shorter, and closer to 32". 
B28004: L-33.25" H-11.0" 
B28005: L-33.5" H-11.5" 
B28009: L-30.5" H-11.5 
B28010: L-33.5" H-11.0 
B27999: L-33.5" H-10.75 
We also did a dry fit of the fwd cap, and the cap will fit fine. Just on 1 tube, the back weld 
hole will have to be opened up max .250 longer. The guys have also put reference points on 
the cut saws to ensure that the bends are well with in tolerance before cutting. Does this look 
good to you, or will this cause a possible vibration? Do you recommend we cut off more? I 
think this will be ok. 


jmurdoch@dartaero.com 
Q.C. COORDINATOR 


03/11/2006 


